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WHAT IS CLAIMED IS; 

1 . (previously presented) A method for honing a bore having a first section 
and a second section sequentially arranged in an axial direction of the bore and possibly 
not concentric to one another, wherein the first section is hardened so that the first and 
second sections have different hardness; the method comprising the steps of: 

radially supporting a honing tool on a wall of the second section of the bore by 
feeding guides of the honing tool so as to rest on the wall of the second section of the bore; 

honing the first section with honing stones arranged on the honing tool to remove 
material from the first section; 

during honing of the first section, expanding the honing tool by feeding the honing 
stones, Independently of feeding the guides, according to a defined feeding mode against 
a surface of the first section by a force-controlled electro-mechanical advancement; 

during honing of the first section, continuously adjusting a working stroke of the 
honing tool at least toward the end of the step of honing. 

2. (original) The method according to claim 1 f wherein in the step of 
adjusting the working stroke of the honing tool the working stroke is moved in a direction 
toward the second section. 

3. (original) The method according to claim 1, wherein in the step of 
adjusting the working stroke of the honing tool the working stroke is moved in a direction 
toward an open end of the first section. 

4. (original) The method according to claim 1 , wherein in the step of 
adjusting the working stroke of the honing tool the working stroke is moved in a direction 
toward the second section and in a direction toward the open end of the first section. 

5. (original) The method according to claim 1 , further comprising the step 
of producing a counterbore at an open end of the first section. 

6. (currently amended) The method according to claim 1, wherein the 
step of machinmg honing of the first section includes the step of driving the honing tool 
altematingly in different rotary directions. 

7. (currently amended) The method according to claim 6, wherein a 
change of the rotary direction of the honing tool is carried out after a honing machin i ng 

-2- 

5/13/05: Suppl. Amd for Ser. No. 10/708.231 - Inventory): Klink et al. - Filing Date: 2/18/2004 



PAGE 2/4 * RCVD AT 5113/2005 4:35:06 AM [Eastern Daylight Time] • SVR:USPTMFXRF-1/0 ' DNIS:8729306 * CSIDM492022570372 * DURATION (miH$):01-12 



13/95/2085 18:25 +492822578372 



DRAUDT US PAT AGENT 



S. 83/84 



cycle, respectively. 

8. (currently amended) The method according to claim 6, wherein a 
change of rotary direction of the honing tool Is realized once during a honing machin i ng 
cycle. 

9. (currently amended) The method according to claim 8, wherein the 
change of rotary direction is carried out upon reaching half a thickness of a material layer 
to be removed during honing mach i ning ^ 

10. (currently amended) The method according to claim 6, wherein a 
change of rotary direction is carried out at least twice during a honing machining cycle. 

1 1 « (currently amended) The method according to claim 1 , wherein 

during honing m a chin i ng an advancing force of the honing stones is measured 
continuously and maintained within a predetermined range defined by an upper limit and 
a lower limit, and wherein according to the defined feeding mode the honing stones are 
expanded in steps when the lower limit of the advancing force is reached, respectively. 

1 2. (original) The method according to claim 1 , wherefn the bore is a cylinder 
bore in a crankcase of an internal combustion engine. 
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